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1
COATING SLIT APPARATUS FOR COATING
A SUBSTRATE AND METHOD FOR COATING
USING THE SAME

This application claims priority from and the benefit of
Korean Patent Application No. 10-2012-0034189, filed on
Apr. 3, 2012, which is hereby incorporated by reference for
all purposes as if fully set forth herein.

BACKGROUND

1. Field

Exemplary embodiments of the present invention relate to
an apparatus for coating and a method for coating using the
apparatus. More particularly, exemplary embodiments of the
present invention relate to an apparatus for coating using a
coating slit and a method for coating using the apparatus.

2. Discussion of the Background

An electro wetting display (“EWD”) has recently been
introduced for use as a is display apparatus. The EWD uses
the characteristics of oil and water, which do not mix with
each other. The oil may be provided in a display panel, and a
voltage applied to the electrically conductive water, so that
the oil may be controllably gathered or spread by the applied
voltage. When the voltage is not applied, the oil may cover the
entire of an insulation layer and the color of the oil may be
displayed. When the voltage is applied, the oil may be gath-
ered near the insulation layer and light transmitted or
reflected through the area where the oil has been removed.
Thus, according to the moving amount of the oil, contrast
ratio may be adjusted and a color displayed.

In order to manufacture the EWD, an electrolyte including
water may be disposed on an oil layer in a thin film transistor
(“TFT”) substrate. Since the oil layer may float above the
electrolyte layer in a normal condition, in order to displace the
oil layer under the electrolyte layer, the oil layer may be
formed in a tank, which is filled with the electrolyte. The
electrolyte layer may be formed on a substrate by slowly
moving the substrate along the slope of the tank.

Using such a manufacturing process, the layers may be
formed on the substrate by a few millimeters per second.
Thus, mass production may not be adaptable. In order to
produce the EWD at a faster manufacturing speed, another
faster manufacturing concept may be needed.

SUMMARY OF THE INVENTION

Exemplary embodiments of the present invention provide a
coating apparatus for coating a substrate and a method for
coating using the apparatus.

Additional features of the invention will be set forth in the
description which follows, and in part will be apparent from
the description, or may be learned by practice of the inven-
tion.

An exemplary embodiment of the present invention dis-
closes a coating apparatus including a stage configured to
receive a substrate and a coating slit part. The coating slit part
includes a guide member, a first body, a second body, and a
discharge nozzle. The coating slit is configured to dispose a
coating material on the substrate.

An exemplary embodiment of the present invention also
discloses a method for coating a substrate including coating
an oil on a substrate and coating an electrolyte on the oil. In
the step of coating the electrolyte, a coating slit part having a
guide member, a first body, a second body, and a discharge
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nozzle is used and the electrolyte is discharged from the
discharge nozzle and flows along a bottom surface of the
guide member.

It is to be understood that both the foregoing general
description and the following detailed description are exem-
plary and explanatory and are intended to provide further
explanation of the invention as claimed.

BRIEF DESCRIPTION OF THE DRAWINGS

The accompanying drawings, which are included to pro-
vide a further understanding of the invention and are incor-
porated in and constitute a part of this specification, illustrate
exemplary embodiments of the invention, and together with
the description serve to explain the principles of the inven-
tion.

FIG. 1is a cross-sectional view illustrating a coating appa-
ratus according to a conventional embodiment.

FIG. 2 is a cross-sectional view illustrating a coating appa-
ratus according to an exemplary embodiment of the present
invention.

FIG. 3A, FIG. 3B, FIG. 3C, FIG. 3D, and FIG. 3E are
cross-sectional views is illustrating a coating slit part accord-
ing to an exemplary embodiment of the present invention.

FIG. 4 is a cross-sectional view of a coating apparatus
according to an exemplary embodiment of the present inven-
tion.

FIG. 5 is a cross-sectional view illustrating a part of the
coating apparatus shown in FIG. 4.

FIG. 6 is a cross-sectional view illustrating an exemplary
embodiment of the present invention.

FIG. 7 is a cross-sectional view illustrating a coating appa-
ratus having the coating slit part shown in FIG. 6.

FIG. 8A and FIG. 8B are plan views illustrating substrates
manufactured by a conventional manufacturing method and a
manufacturing method according to an exemplary embodi-
ment of the present invention, respectively.

DETAILED DESCRIPTION OF THE
ILLUSTRATED EMBODIMENTS

The present invention is described more fully hereinafter
with reference to the accompanying drawings, in which
exemplary embodiments of the invention are shown. This
invention may, however, be embodied in many different
forms and should not be construed as limited to the exemplary
embodiments set forth herein. Rather, these exemplary
embodiments are provided so that this disclosure is thorough,
and will fully convey the scope of the invention to those
skilled in the art. In the drawings, the size and relative sizes of
layers and regions may be exaggerated for clarity. Like ref-
erence numerals in the drawings denote like elements.

It will be understood that when an element or layer is
referred to as being “on” or “connected to” another element or
layer, it can be directly on or directly connected to the other is
element or layer, or intervening elements or layers may be
present. In contrast, when an element is referred to as being
“directly on” or “directly connected to” another element or
layer, there are no intervening elements or layers present. It
will be understood that for the purposes of this disclosure, “at
least one of X, Y, and Z” can be construed as X only, Y only,
Z only, or any combination of two or more items X,Y, and Z
(eg.,XYZ, XYY, YZ, 77).

Spatially relative terms, such as “beneath”, “below”,
“lower”, “above”, “upper” and the like, may be used herein
for ease of description to describe one element or feature’s
relationship to another element(s) or feature(s) as illustrated
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in the figures. It will be understood that the spatially relative
terms are intended to encompass different orientations of the
device in use or operation in addition to the orientation
depicted in the figures. For example, if the device in the
figures is turned over, elements described as “below” or
“beneath” other elements or features would then be oriented
“above” the other elements or features. Thus, the exemplary
term “below” can encompass both an orientation of above and
below. The device may be otherwise oriented (rotated 90
degrees or at other orientations) and the spatially relative
descriptors used herein interpreted accordingly.

Hereinafter, the invention will be explained in detail with
reference to the accompanying drawings.

FIG. 2 is a cross-sectional view illustrating a coating appa-
ratus according to an exemplary embodiment of the present
invention.

Referring to FIG. 2, a coating apparatus 1000 in accor-
dance with the present exemplary embodiment includes a
providing part 50, a coating slit part 100, holding walls 410,
420 and a stage 500. The providing part 50 includes storage
tanks 51,52 and an adjusting valve 53, and provides materials
stored in the storage tanks 51 and 52 to the coating slit part
100. The is substrate 300 is mounted on the stage 500, and
may be processed to be coated. The coating slit part 100 coats
the coating material 210 provided from the providing part 50
on the substrate 300. The holding walls 410 and 420 maintain
the coating material 210 at a specified height. The coating slit
part 100 may move on the substrate 300 in a constant direc-
tion, and coat the coating material 210 on the substrate 300.
Likewise, the coating slit part 100 may be stationary, and the
substrate 300 may move in a constant direction, and the
coating material 210 may be coated on the substrate 300.

The coating slit part 100 coats the provided coating mate-
rial on the substrate 300. The coating slit part 100 includes a
front body 110, a rear body 120, a guide member 130 and a
discharge nozzle 140. The coating slit part 100 is may extend
in a direction perpendicular to the moving direction of the
substrate. The discharge nozzle 140 is formed by combining
the front body 110 with the rear body 120. End portions of the
front body 110 and the rear body 120, which are relatively
close to the substrate 300, may be formed to be narrower than
other portions of the front body 110 and the rear body 120,
which are relatively farther from the substrate 300. The guide
member 130 may be formed at the end portion of the front
body 110 or the end portion of the rear body 120, and guide
material, such as the coating material 210, discharged
through the discharge nozzle 140 of the coating slit part 100.

The guide member 130 may be formed at the end portion of
the coating slit part 100 having various shapes, and guides the
materials discharged through the discharge nozzle 140.
According to the present exemplary embodiment, the sub-
strate for an EWD may be manufactured by using the coating
apparatus 1000, which coats an electrolyte layer above an oil
layer. The electrolyte layer includes water, and the oil layer
may have characteristics allowing it to float on the water. The
electrolyte layer may be formed above the oil layer in the
EWD. Thus, in order to prevent the oil layer from floating
above the electrolyte layer, the coating apparatus of the
present exemplary embodiment may be used.

The coating slit part 100 of the present exemplary embodi-
ment coats the coating material 210, which may include an
electrolyte, provided from the providing part 50 on the sub-
strate 300. Hereinafter, “coating material” is used inter-
changeably with “electrolyte” with respect to reference char-
acter 210. The substrate 300 includes a pixel partition 310 in
a pixel unit for having an oil layer and an electrolyte layer.
After forming a plurality of pixel partitions 310 on the sub-
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strate 300, the oil 220 is formed in the pixel partition 310. The
0il 220 may be formed by various methods such as an inkjet
printing.

As mentioned the above, the pixel partitions 310 are
already formed on the substrate 300 according to unit TFTs,
which form pixels in the substrate 300. The oil 220 is coated
inside the pixel partitions 310 on the substrate 300. The oil
220 inside the pixel partitions 310 may be pushed away or
displaced by the electrolyte 210 if it is provided from above.
As shown in FIG. 1, in a conventional coating slit part 100
without a guide member, the electrolyte 210 may form an
arch-shaped cover or bead-shaped droplet due to surface ten-
sion with the coating slit part 100, as well as gravity, the oil
220 inside the pixel partitions 310 may be pushed away or
displaced by a high incidence angle of the electrolyte 210
(i.e., the angle between the substrate 300 and the electrolyte
210), and the electrolyte 210 alone may be positioned inside
each pixel partition 310. However, according to the present
exemplary embodiment, the incidence angle of the electrolyte
210 with respect to the substrate 300 becomes smaller due to
the surface tension of the electrolyte 210 with the guide
member 130, and thus the electrolyte 210 may coat the 011 220
inside each pixel partition 310.

The holding walls 410 and 420 help to lower the height of
the electrolyte 210 is coated on the substrate 300. The elec-
trolyte layer 210 includes water, and may have an arched
center part from surface tension. Thus, the electrolyte layer
210 may have different heights at the center part of the sub-
strate 300 and the peripheral part of the substrate 300. When
electrolytes are supplied in order to have a proper height of the
electrolyte 210 at the peripheral part of the substrate 300, the
electrolyte 210 may overflow out of the substrate 300. Thus,
the holding walls 410 and 420 hold the electrolyte 210 at a
proper height on the substrate 300.

FIG. 3A, FIG. 3B, FIG. 3C, FIG. 3D, and FIG. 3E are
cross-sectional views illustrating a coating slit part according
to exemplary embodiments of the present invention.

Referring to FIG. 3A, the coating slit part 101 includes a
front body 111, a rear body 121, a guide member 131 and a
discharge nozzle 141. The coating slit part 101 coats electro-
lyte provided from the providing part on the substrate 300.
The electrolyte 210 provided from the discharge nozzle 141
of the coating slit part 101 forms a layer extended in a direc-
tion where the coating slit part 101 moves, and is coated on
the substrate 300. The coating slit part 101 is extended in a
direction substantially perpendicular to the moving direction.
Thus, the electrolyte 210, which discharged through the dis-
charge nozzle 141 of the coating slit part 101, forms one layer
over the substrate 300.

The guide member 131 may be formed at an end portion of
the front body 111 of the coating slit part 101. In the present
exemplary embodiment, the guide member 131 may be
formed at an end portion of the front body 111 or the front
body 111 may be extended toward the substrate 300. The
coating slit part 101 may include the end portion of the front
body 111 or the guide member 131, which has a height closer
to the substrate 300 than the end portion of the rear body 121.
In the present exemplary embodiment, the guide member 131
formed at this lower height than the height of the end portion
of the rear body 121 will be described.

When the guide member 131 is formed at the end portion of
the front body 111, the electrolyte 210 has a further holding
distance by the guide member 131. The electrolyte 210 con-
tains water and has a surface tension with the guide member
131, and the incidence angle of the electrolyte 210 with
respect to the substrate 300 may be decreased when the elec-
trolyte 210 flows along the guide member 131 than when the
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electrode 210 flows directly out of the discharge nozzle 141.
Normally, when the guide member 131 is not formed as part
of the coating slit part 101, the electrolyte 210 may flow in a
substantially vertical direction with respect to the substrate
300 at the meeting point of the electrolyte 210 and the sub-
strate 300. When the guide member 131 is formed as part of
the coating slit part 101, surface tension is formed between
the electrolyte 210 and the guide member 131, and more
surface tension is formed in a direction toward the front body
111 than the rear body 121. Thus, the electrolyte 210 does not
drop vertically and has a smaller angle of incidence with the
substrate 300.

When the incidence angle of the electrolyte 210 with
respect to the substrate 300 decreases, the force pushing the
oil 220 in a side direction decreases, and the oil 220 may
remain in the pixel partition 310, so that the electrolyte 210
may be coated over the oil 220. Thus, without repositioning
the 0il 220, the electrolyte 210 may be coated on the substrate
300.

FIG. 3B is a cross-sectional view illustrating a coating slit
part in accordance with an exemplary embodiment of the
present invention.

Referring to FIG. 3B, the coating slit part 102 includes a
front body 112, a rear body 122, a guide member 132, and a
discharge nozzle 142. The coating slit part 102 coats the
electrolyte 210 provided from the providing part 50 on the
substrate 300. The electrolyte 210 provided through the dis-
charge nozzle 142 of the coating slit part 102 is extended in a
moving direction of the coating slit part 102 and forms a layer
to coat the substrate 300. The coating process, in which the
coating slit part 102 receives the electrolyte 210 from the
providing part 50 and coats the electrolyte 210 on the sub-
strate 300, is substantially the same as described above with
respect to the exemplary embodiment shown in FIG. 3A.
Thus, repeated description will be omitted.

The guide member 132 is formed at the end portion of the
front body 112 of the coating slit part 102. In the present
exemplary embodiment, the guide member 132 is formed at
the end portion of the front body 112, and is extended in an
inclined direction with respect to the longitudinal direction of
the front body 112. Since the coating slit part 102 is extended
in a direction substantially perpendicular to the moving direc-
tion, the guide member 132 is also extended in the direction
substantially perpendicular to the moving direction.

When the guide member 132 is formed at the end portion of
the front body 112, the electrolyte 210 has an increased hold-
ing distance by the guide member 132. The electrolyte 210
contains water and has a surface tension with the guide mem-
ber 132, and the incidence angle of the electrolyte 210 with
respect to the substrate 300 may be smaller when the electro-
lyte 210 flows along the guide member 132 than when the
electrode 210 flows directly out of the discharge nozzle 141.
When the guide member 132 is not formed as part of the
coating slit part 102, the electrolyte 210 may flow at a sub-
stantially vertical direction with respect to the substrate 300 at
the meeting point of the electrolyte 210 and the substrate 300.

When the guide member 132 is extended from the end
portion of the front body 112, surface tension is formed
between the electrolyte 210 and the guide member 132, and
more surface tension is formed in a direction toward the front
body 112 than in a direction toward the rear body 122. Thus,
the electrolyte 210 does not drop vertically and has a smaller
angle of incidence with the substrate 300.

When the incidence angle of the electrolyte 210 with
respect to the substrate 300 decreases, the force pushing the
oil 220 in a side direction decreases, and the oil 220 may
remain in the pixel partition 310, so that the electrolyte 210
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may be coated over the oil 220. Thus, without repositioning
the 0il 220, the electrolyte 210 may be coated on the substrate
300.

FIG. 3C is a cross-sectional view illustrating a coating slit
part in accordance with an exemplary embodiment of the
present invention.

Referring to FIG. 3C, the coating slit part 103 includes a
front body 113, a rear body 123, a guide member 133, and a
discharge nozzle 143. The coating process, in which the coat-
ing slit part 103 receives the electrolyte 210 from the provid-
ing part 50 and coats the electrolyte 210 on the substrate 300,
is substantially the same as described above with respect to
the exemplary embodiment shown in FIG. 3A. Thus, repeated
description will be omitted.

The guide member 133 is formed at the end portion of the
front body 113 of the coating slit part 103. In the present
exemplary embodiment, the guide member 133 is formed at
the end portion of the front body 113, and is extended in a
direction substantially perpendicular to the longitudinal
direction ofthe front body 113. Since the coating slit part 103
is extended in a direction substantially perpendicular to the
moving direction of the coating slit part 103, the guide mem-
ber 133 extends in a direction substantially parallel to the
moving direction.

When the guide member 133 is formed at the end portion of
the front body 113, the electrolyte 210 has an increased hold-
ing distance by the guide member 133. Moreover, in the
present exemplary embodiment, since the guide member 133
extends in a direction substantially perpendicular to the lon-
gitudinal direction of the front body 113, more surface ten-
sion may be formed in the direction of the guide member 133
than the exemplary embodiment shown in FIG. 3B. The elec-
trolyte 210 contains water and has a surface tension with the
guide member 133, is and the incidence angle of the electro-
lyte 210 with respect to the substrate 300 may be smaller
when the electrolyte 210 flows along the guide member 133
than when the electrode 210 flows directly out of the dis-
charge nozzle 143. When the guide member 133 is not formed
as part of the coating slit part 103, the electrolyte 210 may
flow substantially vertical direction with respect to the sub-
strate 300 at the meeting point of the electrolyte 210 and the
substrate 300. Moreover, in the present exemplary embodi-
ment, more surface tension is formed by the shape of the
guide member 133, and the coating slit part 103 may be
disposed closer to the substrate 300 than when the guide
member 133 is not formed as part of the coating slit part 103.

When the guide member 133 is extended in a direction
substantially perpendicular to the longitudinal direction of
the front body 113, the surface tension may be increased
between the electrolyte 210 and the guide member 133, and
more surface tension is formed in a direction toward the front
body 113 than in a direction toward the rear body 123. Thus,
the electrolyte 210 does not drop vertically and has a smaller
angle of incidence with the substrate 300. Moreover, since the
coating slit part 103 may be disposed closer to the substrate
300, the electrolyte 210 may be exposed at a lower height.

When the incidence angle of the electrolyte 210 with
respect to the substrate 300 decreases, the force pushing the
oil 220 in a side direction decreases, and the oil 220 may
remain in the pixel partition 310, so that the electrolyte 210
may be coated over the oil 220. Thus, without repositioning
the 0il 220, the electrolyte 210 may be coated on the substrate
300.

FIG. 3D is a cross-sectional view illustrating a coating slit
part in accordance with an exemplary embodiment of the
present invention.
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Referring to FIG. 3D, the coating slit part 104 includes a
front body 114, a rear body 124, a guide member 134, and a
discharge nozzle 144. The coating process, in which the is
coating slit part 104 receives the electrolyte 210 from the
providing part 50 and coats the electrolyte 210 on the sub-
strate 300, is substantially the same as described above with
respect to the exemplary embodiment shown in FIG. 3A.
Thus, repeated description will be omitted.

The guide member 134 is formed at the end portion of the
rear body 124 of the coating slit part 104. In the present
exemplary embodiment, the guide member 134 is formed at
the end portion of the rear body 124, and is extended in a
direction substantially perpendicular to the longitudinal
direction of the rear body 124. Since the coating slit part 104
is extended in a direction substantially perpendicular to the
moving direction, the guide member 134 is also extended in
the direction substantially parallel to the moving direction.

When the guide member 134 is formed at the end portion of
the rear body 124, the electrolyte 210 has an increased hold-
ing distance by the guide member 134. In the present exem-
plary embodiment, the guide member 134 is formed at the end
portion of the rear body 124. Moreover, in the present exem-
plary embodiment, since the guide member 134 is extended in
a direction substantially perpendicular to the longitudinal
direction of the rear body 124, the electrolyte 210 discharged
through the discharge nozzle 144 flows along a bottom sur-
face of the guide member 134. The electrolyte 210 flows
along the bottom surface of the guide member 134 since the
electrolyte 210 contains water and has a surface tension.
When the electrolyte 210 flows along the guide member 134,
the electrolyte 210 may cover an upper surface of the oil 220.
When the guide member 134 is not formed as part of the
coating slit part 104, the electrolyte 210 may flow in a sub-
stantially vertical direction with respect to the substrate 300 at
the meeting point of the electrolyte 210 and the substrate 300.

However, in the present exemplary embodiment, the elec-
trolyte 210 flows to a part of the guide member 134 and may
be able to cover the upper surface of the oil 220, and the is oil
220 may be prevented from moving.

When the guide member 134 is extended in a direction
substantially perpendicular to the longitudinal direction of
the rear body 124, surface tension is increased between the
electrolyte 210 and the guide member 134, and the electrolyte
210 is attracted to the upper surface of the oil 220, and the oil
220 may be prevented from moving. Moreover, the incidence
angle of the electrolyte 210 with respect to the substrate 300
decreases at the same time.

When the incidence angle of the electrolyte 210 with
respect to the substrate 300 decreases, the force pushing the
0il 220 in a side direction decreases, and the oil 220 remains
in the pixel partition 310, so that the electrolyte 210 may be
coated over the oil 220. Thus, without repositioning the oil
220, the electrolyte 210 is coated on the substrate 300.

FIG. 3E is a cross-sectional view illustrating a coating slit
part in accordance with an exemplary embodiment of the
present invention.

Referring to FIG. 3E, the coating slit part 105 includes a
front body 115, a rear body 125, a guide member 135, and a
discharge nozzle 145. The coating process, in which the coat-
ing slit part 105 receives the electrolyte 210 from the provid-
ing part 50 and coats the electrolyte 210 on the substrate 300,
is substantially the same as described above with respect to
the exemplary embodiment shown in FIG. 3A. Thus, repeated
description will be omitted.

The guide member 135 is formed at the end portion of the
rear body 125 of the coating slit part 105. In the present
exemplary embodiment, the guide member 135 is formed at
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the end portion of the rear body 125, and is formed in a
cylindrical shape having a circular cross-section. Since the
coating slit part 105 is extended in a direction substantially
perpendicular to the moving direction, the guide member 135
is also extended in the direction substantially perpendicular to
the moving direction. The cylindrical shape of the guide
member 135 is is extended in the direction in which the
coating slit part 105 is extended.

When the guide member 135 is formed at the end portion of
the rear body 125, the electrolyte 210 has an increased hold-
ing distance by the guide member 135. Moreover, the 0il 220
may be prevented from escaping upwardly. In the present
exemplary embodiment, the guide member 135 is formed at
the end portion of the rear body 125. Moreover, in the present
exemplary embodiment, since the guide member 135 is
formed as a cylindrical shape, the electrolyte 210 discharged
through the discharge nozzle 145 flows along a bottom sur-
face of the guide member 135. The electrolyte 210 flows
along the bottom surface of the guide member 135 since the
electrolyte 210 contains water and has a surface tension with
the guide member 135.

Moreover, since the cross-section of the guide member 135
is circular and located at the end portion of the rear body 125,
the electrolyte 210 covers an upper surface of the oil 220 at a
small incidence angle with respect to the substrate 300. Nor-
mally, when the guide member 135 is not formed as part of the
coating slit part 105, the electrolyte 210 may flow at a sub-
stantially vertical direction at the area where the electrolyte
210 and the substrate 300 meet to each other. Without the
guide member 135, the oil 220 may be pushed away when the
electrolyte 210 is provided from the side. However, in the
present exemplary embodiment, since the upper surface of
the oil 220 is covered by the electrolyte 210 with a small
incidence angle, the oil 220 may be prevented from moving.
The diameter of the cross-section of the guide member 135
may be in a range of about 10 pm to about 10000 pm.

When the guide member 135 is formed at the end portion of
the rear body 125 and is formed as a cylindrical shape, the
coating apparatus 1000 may have at least the following mer-
its. First, an attraction force between the electrolyte 210 and
the bottom surface of the guide member 135 is formed, and
the electrolyte 210 is attracted to the top or the upper surface
of the is oil 220, so that the oil 220 may be prevented from
moving. Second, the attracting force between the guide mem-
ber 135 and the electrolyte 210 may decrease the incidence
angle of the electrolyte 210 with respect to the substrate 300.
Third, since the guide member 135 covers the upper surface
of'the 011 220 and is formed as a cylindrical shape, the 0il 220
may be prevented from moving.

FIG. 4 is a cross-sectional view of a coating apparatus
according to an exemplary embodiment of the present inven-
tion.

Referring to FIG. 4, a coating apparatus 1000 of the present
exemplary embodiment includes a providing part (not
shown), a coating slit part 100, holding walls 410 and 420, a
stage 500, an air knife 610, and a vacuum 620. The coating
apparatus 1000 illustrated in FIG. 4 is substantially the same
as the coating apparatus illustrated in FIG. 2 except the air
knife 610 and the vacuum 620. The same numeric references
are used for the same components, and the repeated descrip-
tion are omitted.

The air knife 610 removes the remains after coating the
substrate 300. In particular, the air knife 610 removes the
unnecessary substances on the substrate 300 by air.

In a method for manufacturing an EWD, in which the
coating apparatus of the present exemplary embodiment, a
TFT and a pixel partition, are formed on a lower substrate and
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oil may be disposed inside the pixel partition using an inkjet
injection apparatus. After disposing the oil inside the pixel
partition on the lower substrate, an electrolyte is coated on the
oil and the lower substrate. In the EWD, since a liquid having
hydrophilic property is coated on oil having hydrophobic
property, an electrolyte is used. After coating the electrolyte,
an upper substrate is combined with the lower substrate. The
EWD is manufactured by combining the lower and upper
substrates.

In the combining process, the electrolyte layer is formed
sufficiently higher than a gap between the lower and upper
substrates, so that air bubbles are not generated between the
substrate. Before the combining process, the normal height of
the electrolyte may be about 3 mm. The gap between the
upper and lower substrates is very small after combining, and
may be less than 3 mm. Thus, the electrolyte may overflow
from the EWD during the combining process. After combin-
ing, the over-flowed electrolyte needs to be removed. The air
knife 610 is used for removing the over-flowed electrolyte.

After combining the lower substrate and the upper sub-
strate, the stage 500 is moved. The stage 500 is moved at the
position where the air knife 610 is disposed. The air knife 610
facing the substrate among the installed air knives is operated,
and the air knife 610 removes the electrolyte 210 disposed on
the substrate or around the substrate. During removing the
electrolyte 210, the electrolyte 210 is drained through an
upper drain 425 and lower drain 415 disposed under the
holding walls 410 and 420.

The upper drain 425 drains the electrolyte 210 when the
electrolyte 210 is removed by the air knife 610 after combin-
ing the upper substrate and the lower substrate.

After removing the electrolyte 210, the panel, which is the
combination of the upper and lower substrates, is removed
from the stage 500. The stage 500 is prepared for the next
coating process, and the remaining electrolyte 210 may be
disposed on the stage 500. Thus, the stage 500 is moved back
through a second air knife 610, which faces the opposing
direction of the first air knife 610. The second air knife 610
removes the electrolyte 210 on the stage 500. The removed
electrolyte 210 removed by the second air knife 610 is gath-
ered at the opposite wall. When the second air knife 610 is
used on the stage 500, the lower drain 415 is used.

The vacuum 620 partially removes the electrolyte 210
throughout the coating is process of the coating apparatus
1000. The vacuum 620 may move to various positions, and
moves at proper positions and heights and remove unneces-
sary or excess electrolyte 210 by vacuum pressure. When
some electrolyte 210 is not removed by the upper and lower
drains 415 and 425, the vacuum 620 may be used for remov-
ing the electrolyte 210.

FIG. 5 is a cross-sectional view illustrating a part of the
coating apparatus 1000 shown in FIG. 4.

Referring to FIG. 4 and FIG. 5, the coating apparatus 1000
according to the present exemplary embodiment includes
holding walls 410 and 420 at the peripheral area of the stage
500. The holding wall includes an upper holding wall 410 and
alower holding wall 420. The holding walls 410 and 420 may
prevent the electrolyte 210 from partial lifting up by surface
tension during the coating process, and the holding walls 410
and 420 may prevent the electrolyte 210 from overflowing
from the stage 500.

The lower holding wall 410 is used when the electrolyte
210 is coated on the substrate 300. The electrolyte 210 coated
on the substrate 300 contains a water and has surface tension
with the substrate. When the electrolyte 210 is coated on the
substrate 300, the electrolyte 210 may have different heights
at the center part and peripheral part of the substrate 300
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because of the surface tension. Moreover, even using enough
volume of the electrolyte 210 to cover the entire substrate
300, since the electrolyte 210 is gathered by the surface ten-
sion, the electrolyte 210 may be coated un-uniformly.

In order to solve the un-uniform distribution of the electro-
lyte 210, more electrolyte 210 may be provided. When the
electrolyte 210 is provided in excess, accurate horizontality
may be hard to find. Thus, by using the lower holding wall
410, the electrolyte 210 coated on the substrate 300 may be
distributed wider and more uniformly.

Referring to FIG. 5, the lower holding wall 410 is separated
from the substrate 300. As well as being disposed on the
substrate 300, the electrolyte 210 is coated to cover an area of
the lower holding wall 410. When the holding wall 410 con-
tacts with the electrolyte 210, the curvature formed by the
surface tension of the electrolyte 210 becomes gentle and the
electrolyte 210 may be coated more uniformly.

Moreover, less electrolyte 210 is needed to form uniform
distribution, and the height of the electrolyte 210 is lowered.
Without the holding wall 410, the height of the electrolyte 210
may be more than about 3 mm. With the holding wall 410, the
height of the electrolyte 210 may be less than about 3 mm.
Even when the electrolyte 210 is not distributed with an
accurate horizontality, the substrate 300 may be coated by
using the holding wall 410.

FIG. 6 is a cross-sectional view illustrating an exemplary
embodiment of the present invention.

Referring to FIG. 6, the coating slit part 106 includes a
front body 116, a center body 117, a rear body 126, a guide
member 136, a rear discharge nozzle 146, and a front dis-
charge nozzle 156. The oil 220 and the electrolyte 210 are
coated at the same time in the present exemplary embodi-
ment. The electrolyte 210 is provided through the rear dis-
charge nozzle 146, and the oil 220 is provided through the
front discharge nozzle 156.

The substrate 300 includes only the pixel partition 310, and
the o0il 220 is coated when the electrolyte 210 is coated. The
coating process may be simplified since an additional oil
coating process is not needed. The electrolyte 210 and the oil
220 provided through the coating slit part 106 are separated
by the guide member 136, and the electrolyte 210 and the oil
220 are not mixed or inverted.

The guide member 136 is formed at an end portion of the
center body 117 of the is coating slit part 106. In the present
exemplary embodiment, the guide member 136 is formed as
a cylindrical shape having a circular cross-section. The coat-
ing slit part 106 is extended in a direction substantially per-
pendicular to the moving direction of the coating slit part 106,
and the guide member 136 is also extended in a direction
substantially perpendicular to the moving direction, and the
cylindrical shape of the guide member 136 is also extended in
the substantially perpendicular direction.

When the guide member 136 is formed at the end portion of
the center body 117, the guide member 136 may functions
similarly as the embodiment shown in FIG. 3E. The electro-
lyte 210 provided by the guide member 136 flows along the
bottom part of the guide member 136, and the oil 220 is
prevented from moving over the electrolyte 210 by the cylin-
der-shaped guide member 136.

Since the cross section of the guide member 136 is circular,
the guide member 136 controls the height of the oil 220, so
that the oil 220 does not overflow from the substrate 300. The
guide member 136 moves in the moving direction of the
coating slit part 106 and pushes the oil 220, which is higher
than the guide member 136, so as to secure the space of the
electrolyte 210. The electrolyte 210 provided through the rear
discharge nozzle 146 is provided on the 0il 220. The diameter
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of'the cylindrical-shaped guide member 136 may be between
about 10 um to about 10000 pm. The bottom of'the front body
116 may be formed higher than the bottom of the rear body
126. That is, the bottom of the front body 116 may be formed
further from the substrate 300 than the bottom of the rear body
126. Since the height of the electrolyte 210 may be different
from the height of the oil 220, the height of the bottoms of the
front body 116 and the rear body 126 can control the electro-
lyte 210 and the oil 220 respectively.

When the guide member 136 is formed at the end portion of
the center body 117 is and is formed as a cylinder shape, the
guide member 136 may have various roles. Firstly, the guide
member 136 causes an attraction forces between the electro-
lyte 210 and the bottom of'the guide member 136, and attracts
the electrolyte 210 to the top of the oil 220 or around the top
of 0il 220, and the oil 220 may be prevented from moving.
Secondly, the guide member 136 limits the height of the oil
220 and secures the spaces of the electrolyte 210. With one
coating process, the 0il 220 and the electrolyte 210 are coated
on the substrate 300.

FIG. 7 is a cross-sectional view illustrating a coating appa-
ratus having the coating slit part shown in FIG. 6.

Referring to FIG. 7, a coating apparatus 2000 in accor-
dance with the present exemplary embodiment, includes a
first providing part 50 and a second providing part 60, a
coating slit part 106, holding walls 410 and 420, a stage 500,
and an air knife 610. Except for the second providing part 60
and the coating slit part 106, the coating apparatus 2000
includes substantially the same components as the embodi-
ments shown in FIG. 2 or FIG. 4. The same numeric refer-
ences are used with the same components, and repeated
descriptions are omitted.

The first providing part 50 includes storage tanks 51 and 52
and an adjusting valve 53. The first providing part 50 provides
the materials of the storage tanks 51 and 52 to the coating slit
part 106. The second providing part 60 includes storage tanks
61 and 62 and an adjusting valve 63. The second providing
part 60 provides the materials of the storage tanks 61 and 62
to the coating slit part 106. The first providing part 50 may
provide the electrolyte 210, and the second providing part 60
may provide the oil 220. The necessary materials may be
stored to the storage tanks 51, 52, 61, and 62 to coat various
coating materials.

The coating slit part 106 coats the electrolyte 210 and the
0il 220 on the substrate 300 at substantially the same time.
The electrolyte 210 and the oil 220 are simultaneously is
provided to the coating slit part 106, and the coating slit part
106 is moved on the substrate 300 in a constant direction. The
substrate 300 includes only pixel partitions 310 without the
011 200 initially, and the substrate 300 is mounted on the stage
500. Thus, without an additional oil coating process, the
electrolyte 210 and the 0il 220 are coated on the substrate 300
simultaneously.

FIG. 8A and FIG. 8B are plan views illustrating substrates
manufactured by a conventional manufacturing method and
by a manufacturing method according to an exemplary
embodiment of the present invention.

Referring to FIG. 8A, when a normal coating slit, which
has no guide members, is used, the oil (i.e., the dark portions)
is moved to adjacent pixel areas. Thus, the oil is lacking or
absent in some pixel areas, and the oil is excessive in other
pixel areas. Without uniform oil distribution, the EWD may
not work properly.

Referring to FIG. 8B, when using the coating slit according
to the exemplary embodiment of the present invention, the oil
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is not moved to adjacent pixel areas. Thus, the EWD may be
mass-produced using the method of the exemplary embodi-
ment of the present invention.

As described above, according to exemplary embodiments
of'the present invention, an electrolyte is coated on oil without
displacing the oil to other pixel areas. Thus, an EWD may be
manufactured efficiently.

Moreover, the electrolyte may be controlled by using hold-
ing walls, and the electrolyte may be spread more uniformly
and lower height of the electrolyte may be maintained.

Moreover, the oil and the electrolyte may be formed on the
substrate at the same time, and the manufacturing process
simplified.

It will be apparent to those skilled in the art that various
modifications and variation can be made in the present inven-
tion without departing from the spirit or scope of the inven-
tion. Thus, it is intended that the present invention cover the
modifications and variations of this invention provided they
come within the scope of the appended claims and their
equivalents.

What is claimed is:

1. A coating apparatus, comprising:

a stage configured to receive a substrate;

a coating slit part configured to apply coating materials to

the substrate, the coating slit part comprising:

a first body;

an opposing second body;

a third body arranged between the first body and the
second body, the first, second, and third bodies form-
ing a discharge nozzle through which the coating
materials are discharged; and

a guide member that extends from an end portion of the
third body and away from the discharge nozzle; and

aproviding part configured to provide the coating materials

to the coating slit part,

wherein:

the discharge nozzle comprises:

a first discharge nozzle formed by the first body and the
guide member extended from the end portion of the
third body; and

a second discharge nozzle formed by the second body
and the guide member extended from the end portion
of the third body so that the coating materials are
separately discharged;

the guide member is configured to extend toward the sub-

strate so as to be closer to the substrate than the first and

second bodies; and

a width of a cross-section of the guide member is greater

than a width of a cross-section of the third body.

2. The coating apparatus of claim 1, wherein the coating
materials comprise an electrolyte.

3. The coating apparatus of claim 1, wherein the guide
member comprises a cylindrical shape having a circular
cross-section.

4. The coating apparatus of claim 3, wherein a diameter of
the cross-section of the guide member is in a range of about 10
um to about 10000 pm.

5. The coating apparatus of claim 1, further comprising:

aholding wall arranged at a peripheral area of the stage, the

holding wall configured to hold the coating materials on
the stage.

6. The coating apparatus of claim 5,

wherein the holding wall comprises a first holding wall and

an second holding wall, and

the holding wall further comprises a second drain config-

ured to drain the coating materials held by the second
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holding wall and a first drain configured to drain the
coating materials held by first holding wall.
7. The coating apparatus of claim 1, wherein:
the first discharge nozzle is configured to discharge an oil;
and 5
the second discharge nozzle is configured to discharge an
electrolyte.
8. The coating apparatus of claim 1, wherein a bottom of
the first body is arranged further from the substrate than a
bottom of the second body. 10
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